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CARGO BASKET HOOP FABRICATIOIM - 94023 


General 


These instructions appiy to cargo basket attachment hoop 94023-01. Refer to the following drawings, at the 


current revision, for dimensions and détails: 


94023, Revision 0-Attachment Hoop 
> ^c) 
84262, Revision 1 - 
Handie Bracket Assembly 


Work Order: 
Complété 


O.ni-1 
(initial or SÇA#) 
Date Open: 03 


1. Vi Hoop Fabrication - 
34" hoop 


a. Cut Yi" X 0.035 material to 23.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. Mark tube 13'^from end. 


f. On the hoop bending fixture, slide stock tube through bending die with the 13" to the right. 


g. Rotate bending arm clockwise until tube is secure, ready to bend. Ensure tube remains tight to 


upper stop. 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square, 


j. Check for: 


i. hoop height: 18" (Outside to outside) 


ii. adjust upper stop for height if required 


2. 34 Hoop Machining-34" hoop - 
Handie Provisions 84262-01 


a. Start with 34" half hoop from step 1. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY 0 on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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/'cargo basket HOOP fabrication - 94023 
Complété 


(initial or SCA #) 
3. 
Hoop Fabrication - 1" hoop 
5 ^ 
• 
a. Cut 1" X 0.065 material to 33.5", on end 60 degrees, one end @ 
16 degrees. 33.25" distance is 


short edge of 16 deg to long edge of 60 deg. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. Mark tube at 14 3/16" from long edge of 16 degree end. 


f. Set lower stop to 101 degrees 


g. Slide stock tube through bending die up to mark. Rotate bending arm clockwise until tube is 


secure, ready to bend. Ensure tube remains at mark. 


h. Slide shim ail the way forward on bender to secure tube in die 


i. 
Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


j. Check tube bend for angle using hoop jig. Adjust stops if required. 


k. Check for: 


i. hoop height from jig 


ii. adjust mark for height if required 


iii. bottom length 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


4. Vi Hoop Machining - 
1" hoop 


a. Start with 1" Vi hoop as stock. 


b. Setup manual milling machine with standard steel vise Jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.75" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Yi" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


iT 


5. Joint Préparation 


a. Set 1" hoop in hoop jig. Insert 
hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto Vi" hoop. Trim Yi" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


b. Insert one 94023-07 lug (flat end) at top and 94023-05 lug (angled end) at bottom into holes in 
1" hoop. Seat top lug flush with inboard face of tube using a C-clamp or vise. Attach 16 7/8" 
spacing jig with 3/8-24 bolts to lugs and space jig 7/8" out from hoop. Mark 94023-07 lug and 


trim orgrind to fit. 


6. Welding-Lugs 


rtMA"!''!' 


^3- 
Q> 
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CARGO BASKET HOOP FABRICATION - 94023 
Complété 


(initial or SCA #) 
a. Insert one 94023-07 lug (flat end) at top and 94023-05 lug (angled end) at bottom into holes in 
1" hoop. Seat flush with inboard face of tube using a C-clamp or vise. Attach 16 7/8" spacing 


jig with 3/8-24 bolts to lugs and space jig 7/8" out from hoop. 


b. TIG weld ail around both sides of lugs. 2 places. Grind angled lug into radius of hoop before 


welding. 


c. Record lug and welding rod PO/WO on attached material list. 


7. Welding-Handie Bushings-84262-01 


a. Insert 84271-01 bushings into 34" hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 
c. Record bushing and welding rod PO/WO on attached material list. 
^$^0^ 


«5 
8. Welding-HoopAssembly 
" 


a. Insert 1" hoop from step 6 and 34" hoop from step 7 into hoop jig. Seat 34" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 


d. Cap 34" - 1" tube Joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order; ?on-i^x 


Date Qpened: ^ 
~J 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Hoops Fabrication 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


TÇ- 
94030-01 
Hoop - standard 
4130 Steel, Vi' x 0.035 Sqr. Tube 


■ l>o 
94023-01 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
1/2" Tube - hoop 
4130 Steel, y/ x 0.035 Sqr. Tube 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 
170 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 
Step 6 
. 1 
94023-05 
Stud 
1018 Mild Steel, 5/8" Die. 


. 1 
94023-07 
Stud 
1018 Mild Steel, 5/8" Die. 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
lOlé -ll^ 
Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


. A/R 
~ 
Welding Rod 
ER70S-2 
1 (nO-/9> 


Step 9 
Finishing and Inspection 
None 


BUSHING/TUBE/GUIDE/THREADED LUG 


General 


These général instructions apply to bushings, tubes and similar round components used for Aero Design cargo 
baskets, mounting beams, and other products. Refer to the drawing, at the current revision, for dimensions 
and détails. Selected drawings with applicable parts, drawings not listed may aiso apply: 


69830 - 
Bell 206L/407 Mounting Beam 
76630 - 
Bell 206L/407 High Mounting Beam 


78633 - 
Airbus AS350 Aft Beam 


78634-Airbus AS350 Forward Beam 
49215 - 
Lid Prop Bushing 
49216 - 
Lid Prop Bushing 


76423 - 
Airbus AS350 Attachment Hoop 
94023 - 
Airbus AS350 XL Attachment Hoop 
82715 - 
Airbus AS350 Short Step Assembly 
82733 - 
Airbus AS350 Short Step Bracket 
36274- Handie Lever Bushing 
36275 - Handie Support and Bushing 


Work Order: 
9o(l " 
[f ^ 


Date Open: 
03 /\Jo^ QPll 


Batch Quantity: ^ 


Part Number: 


Complété 


(initial or SCA #) 


PO: 


1. Cut stock material: 


a. Enter material PO: 


b. Cut stock to length, + 0.03-0.06". 


c. Tag in-progress parts and place on in-progress shelf in machine shop. 


2. Turn stock material: 
CAUTION: Using a lathe requires training and is not to be undertaken without adéquate instruction ^d 
knowledge of the processes and settings involved. Do not attempt to fabricate parts on the 
lathe if you are unsure of what is required to safely produce the part. 


Note: 
Not ail steps may apply to ail parts. Strike out any step(s) that does not apply. 
Note: 
Feeds and speeds are recommended starting point for aluminum, steel, and stainless steel up 
to 1" in diameter using the appropriate inserts. Adjust for optimal performance and finish. 


a. Face one end flat @ 
1000 RPM, cross feed @ 
0.01"/rev roughing, 0.004"/rev finishing. 


b. Turn outside @ 
1000 RPM, feed @ 
O.OT'/rev roughing, 0.004"/rev finishing. 


c. Centre drill and drill at 300 RPM (up to S/16", reduce for larger sizes). 


d. Setup stop and face other end to length @ 
1000 RPM. 


e. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


f. Tag complété parts. 
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